E , EPA 


' Work Order ID 77686 — * * ew 
Friday, December 16, 2011 12:48:18 PM 7 Få 6 8 6 = 


Item ID: D3405-04 | Accept *N9NONAN1 NN* | im Start *NS 1 * 


Revision ID: 


Item Name: Lug Assembly Stop * N e B * 
Start Date: 12/16/2011 Start Qty: 11.00 *44* Cust Item ID: 
Required Date: 1/6/2012 Req'd Qty: 11.00 *4 1 * Customer: 
Reference: 
Run Start * * 
Approvals: Process Plan: VA Da) L I fl Tooling: Date: N R 1 
St 
QC: Date: SPC (Y/N): Date: P ox NR2* 
Sequence !D/ Operation l | Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Wor © ster ID Deseription Run Hours Code Qty Qty Number Stamp 
Draw Nbr Revision Nbr | | 
| 
D3405 Rev B 
100 —— 0.00 
*100* FLOW WATER JET N = 
Waterjet Memo 0.00 Bu (2-7 21 
FLOW CNC Waterjet 1-Cut as per wg D3405 
Dwg Rev: — ' 
BA A ? "i Prog Rev: A 
2-Deburr if necessary | 
110 OC2- Inspect parts off machine FAVFAIB 0.00 
4 40" 
Å (< dU E 
QC Memo 0.00 Ri 3 P 


Quality Control 


120 OCS- Inspect parts = second check 0.00 


= 20 sco O «lat GD 


Memo 
Quality Control 


* 


‘ Work Order ID 77686 
Friday, December 16, 2011 12:48:18 PM 


Item ID: 
Revision ID: 
Item Name: 


Start Date: 


Required Date: 1/6/2012 


Reference: 


Approvals: 


Sequence ID/ 


Work Center ID 


130 


*120* 


Brake NC 
Brake NC 


140 
*140* 
QC 


Quality Control 


150 
"TAA 
Large Fab 


Large Fab 


A 


was 
14 ai 


Start Qty: 11.00 
Req'd Qty: 11.00 


Process Plan: Date: 


Operation 
Description 
NC BRAKE 


Memo 


1-Deburr 
2-Form using DT8204 as per Dwg D3405 
3- use DT9681 to check if correct forming 


QCS- Inspect part completeness to step on W/O 


Memo 


Large Fab 


Memo 


Weld as per Dwg D3405 use DT8484 
Identify as D3405-041 


*77686* 
e *Nonnnan1nn* 


Page 2 


ecept Setup Start *NI G1 * 
Stop * NI Q 9 * 
Cust Item ID: 
Customer: 
Run Start 4 * 
Tooling: Date: N R 1 
St 
SPC (Y/N): Date: op *N R Pi 
Set Up/ Tool ID Tool Plan Accept Reject Reject Insp. 
Run Hours Code Qty Qty Number Stamp 
0.00 
0.00 
Sp lo) 09 
0.00 


0.00 


0.00 


0.00 


S alea 


* Work Order ID 77686 
Friday, December 16, 2011 12:48:18 PM 


*77ARA* 


Item ID: D3405-041 Accept *N ONNNAN 
Revision ID: y 1 n 
Item Name: Lug Assembly 
Start Date: 12/16/2011 — Start Qty: 11.00 EA 4% Cust Item ID: 
Required Date: 1/6/2012 Req'd Qty: 11.00 *4 1 * Customer: 
Reference: 
Approvals: Process Plan: Date: Tooling: Date: 

: ue ——- : ate: 

QC D SPC (Y/N) D 

Sequence !D/ Operation Set Up/ Tool ID Tool # Plan 
Work Center ID Description Run Hours Code 
160 QC9- Inspect visual per QS1004- Fusion Welds 0.00 VA 
*4AN* (øl 220124 
QU Memo 0,00 
Quality Control 
170 OCS- Inspect part completeness to step on W/O 0.00 
A TO* led 
QC Memo 0.00 
Quality Control 
180 White Gloss(Ref:4.3.5.2) per OSI005 4.3-Steel 0.00 


21 AO 


Powdercoat 


Powder Coating 


Memo A) » 
START TIME: 
OVEN TEMPERATURE: J 


0.00 — 


ol 


— 


Page 3 


A* "— Start *NQ1* 
E NEON 


Run = *NR1* 
^ *NR2* 


Accept Reject Reject Insp. 
Qtv Oty Number Stamp 


VE 


D 


VXI MN aas 


Work Order ID 77686 


Friday; December 16,2011 12:48:18 PM 


Item ID: 
Revision ID: 
Item Name: 


Start Date: 


Required Date: 1/6/2012 


Reference: 


Approvals: 


Sequence ID/ 


Work Center ID 


190 


*1QN* 


QC 


Quality Control 


200 


VDO 


Packaging 


Packaging, 


210 
DAA” 
QC 


Quality Control 


Accept 


Start Qty: 11.00 *A qa 
Req'd Qty: 11.00 *4 4 * 
Process Plan: Date: Tooling: 
Date: SPC (Y/N): 

Operation N Set Up/ 
Description Run Hours 
OC3- Inspect Part Finish 0.00 

Memo 0.00 


Identify as per dwg & Stock Location SIT VIG 0.00 


Memo 0.00 
QC21- Final Inspection - Work Order Release 0.00 
Memo 0.00 


*77686* 
*N 9000401 NN* bli: Siani *NS1 * 


Stop *NQI* 


Run Start *NIR 1 * 
Stop *NR2* 


Tool Plan Accept Reject Reject Insp. 


Code Qty Qty Number Stamp 


| O Y i Al a lod sg 


couwteda Td evi Ge 


(D S» /2-0/ 25 


12) be 


DI 
di 


la 


Picklist Print 


Friday, December 16, 2011 12:48:23 PM 


Work Order ID: 77686 
D3405-041 
Lug Assembly 


Parent Item: 


Parent Item Name: 


Comments: IPP_A05,09,01New issueKJ/JLM 
IPP B 09.01.28 rev.B drawing EC verified by:DD 
Component Item 1D/ Replacement Mfg/ Bin Primary Last 
Item Name Item ID Purch Item Location 
D3404-1 Manufactured No 
* 
*N 2404-1 
GHW Lug 
Location 
WA030 
70664 
72326 
74551 
M304811GA Purchased No 
* 
*M3N4S11GA 
304/316 0,125 Sheet 
Location 
MAT020 
119006 


*TTARA* 


*D23405-041* 


119048 


Location 


Start Date: 12/16/2011 
Start Qty: 11.00 


Page | 


Required Date: 1/6/2012 
Required Qty: 11.00 


Route Unitof Qtyon Qty per Kit Total Qty Date Status 
Seq ID Measure Hand Qty Issued Issued 
100 Each 57.0000 J 1] l 
»* HE DF DD 
Loc Qty Loc Code 
57 
7 
5 
5 a 
40 LO 
150 sf 61.9000 0.154 1.783158 NE. 
kk 
Bu-1I-D4 
Loc Qty Loc Code C 
61.9 = S 
32.5 14606 
29.4 


DART AEROSPACE LTD Work Order: | ZZZ] 
rime coat. 

Description: GHW Lug | PartNumber:| D34054 | 
E 1 

Inspection Dwg: D3405 Rev:B un 


FIRST ARTICLE INSPECTION CHECKLIST 
[ x ] First Article [| Prototype 


Actual 
N ja Tolerance N N 
Dimension Dimension 


20.438 +0.006/-0.001 LO 
1.50 */-0.030 : 


1.750 +/-0.010 7 
6.751 +/-0.010 
8.00 +/-0.030 
0.125 +/-0.010 A 


Drawing Method of 


Inspection 


- 


s 


a 


O 
I 


Measured by: 
Date: 


Audited by: | | 


Prototype Approval: N/A 


ul 213 


Rev | Date | : 
08.11.28 | New Issue P/O D3405-041 KJ/EC | 7 J | 
| B | 09.05.04 | Dimensions update per Dwa Rev. B | KJ/DD JÄ 


H:\FORMS\Quality Assurance\approved QA\FAI revD 


GHW BRACKET 


D UG ASSEMBLY 
(SKID TUBE SECTION SHOWN 
FOR REF ONLY) 


NOTES: 

1) MATERIAL: N/A 

2) FINISH: POWDER COAT ASSEMBLY WHITE (4.3.5.2) PER DART OSI 005 4,3 

3) TOLERANCES: PER DART QSI 018 UNLESS OTHERWISE NOTED 

4) UNITS: INCHES UNLESS OTHERWISE NOTED 

5) BREAK SHARP EDGES: 0,005 TO 0.010 MAX 

6) IDENTIFICATION: IDENTIFY WITH DART P/N "D3405-041" USING FINE POINT PERMANENT INK MARKER 
: IDENTIFY WITH DART P/N "D3405-043" USING FINE POINT PERMANENT INK MARKER 

7) WEIGHT: -041, 0.85 Ibs 

-043, 0.87 lbs 


8 7 è 5 


D340 G ASSEMBLY ELEAS 3) 
(SKID TUBE SECTION SHOWN (1712) MP 
FOR REF ONLY) i 


DRAWING REDRAWN IN SOLIDWORKS WITH CURRENT 
STANDARDS AND TRANSFEREO TO "B* SIZE BORDER 
PREVENT FOULING AT INSTL (SEE PARTOS) SHEETS 9% 4 
ZONE AG 4.120 DIM WAS 4 100 : 


D3405-1 
GHW BRACKET 


o © 


D3405-041 A BLY 


03404-1 
GHW LUG” 


03405-3 
GHW BRACKET 


LOPE aS BY DART AEROSPACE L 
rium. ODS Rm On oe coc C. HERES a 
vær DD ann ravens OA PED On pini amen ano man 
Se 


D3405 +* GHW BRACKET FLAT PATTERN 


0.050 


REF 


BRACKET 
(MAKE FROM D3405-1F) 


D MATERIAL: AISI 304/316 STAINLESS STEEL SHEET, 11 GAUGE (0.125 THICK) 
PER MIL-S- PRE OSO, 2B FINISH OR AMS 5513/5524 
REF. DART SPEC. M304S11GA 

2) FINISH: N/A 

3) TOLERANCES: PER DART OSI 018 UNLESS OTHERWISE NOTED 

4) UNITS: INCHES UNLESS OTHERWISE NOTED 

5) BREAK SHARP EDGES: 0.005 TO 0.010 MAX 

6) IDENTIFICATION: N/A 

7) WEIGHT: N/A 


TYP — 


L 


SIDE VIEW FOR REF ONLY 


DART AEROSPACE LTD 


HAWKESBURY, ONTARIO, CANADA 


= 
DRAWING NO 
E D3405 — 


TITLE 


GHW LUG ASSEMBLY 


COPYMIGNT © 2005 BY DART AEROSPACE LTD 
794 DARE ké Pr E O LR ATA DO I RAP A) Om P API Ca Vaan t i 


TAI TOA Seed HO nm MORE C PES aw oer ECT 
> aralt an 


8.00 


— REF 


- 6,751 * 


2.042 — —-|-— — 2.784 pi 


~~ koo" i3 


+0.020 A 


4.120 9900 


D3405-3 GHW BRACKET 


(MAKE FROM D3405-3F) 


NOTES 

1) MATERIAL: AISI 304/316 STAINLESS STEEL SHEET, 11 GAUGE (0.125 THICK) 
PER MIL-5-5059 (ANNEALED) 28 FINISH OR AMS 5513/5524 
REF. DART SPEC. M304S11GA 

2) FINISH: N/A 

3) TOLERANCES; PER DART OSI 018 UNLESS OTHERWISE NOTED 

4) UNITS: INCHES UNLESS OTHERWISE NOTED 

5) BREAK SHARP EDGES: 0.005 TO 0.010 MAX 

8) IDENTIFICATION: N/A 

7) WEIGHT: N/A 


1248" 


BEND LINE 


D3405-3F GHW BRACKET FLAT PATTERN 


D2500-1 EXTRUSION 
REF 


SIDE VIEW FOR REF ONLY 


| PE 


2.80 
REF 


di 


PATE 08.09.19 


å 


SOU CO VATI roa eem RØNNE DA COPIE OR LOMAIICA TNA VG nt GORA 
DETTA 


M JOLLA 9 à NANT 464) COR CONE AT PAD CM e ett kä COTTON Pea? A 
rie secu 


